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These are now in one EPO document, and there are not separate patents for the 
Groups as was originally thought necessary in the European Patent Office. 

Similarly, here in the United States, it is believed that it would be an error to 
require there to be three separate groups since there is substantial unity of invention 
between the three separate Groups as Groups II and II depend upon claim 1 and 
present the same underlying invention in ail three Groups. Separate searches should 
not be required. 

The following is a revision of similar arguments made in Europe, and these are 
presented herein for the Examiner's consideration in order that he further reflect on 
whether or not It would be inappropriate to maintain the restriction requirement. 

Ar guments against the restriction requirement 

The Examiner states that the invention of Group I requires that the section of 
metal strip to be rolled be shorter than the circumferential length a of the rollers, and in 
the Examiner's opinion this feature seems to be missing in the invention of Group II. 

Claim 44 which is the independent claim of Group II defines a device for 
producing a strip-like pre-material according to the method defined in claim 12. 
According to claim 12, a profile is rolled into the metal strip by sections, the profile 
extending over the full width of the metal strip and having a thickness varying over the 
length of the metal strip. Since claim 12 is a sub-claim of daim 1 , the device according 
to claim 44 is operated in such a way that the recalled section of the metal strip is 
selected to be shorter than the circumferential length of the rollers. The device 
according to claim 44 is not only suited to operate in this way but it is especially 
designed to operate in this way by having provided the first and/or the second roller on 
their sheath surface with two or more than two circumferential segments, following each 
other in the circumferential direction, which are not all of them equal in contour. It is not 
the object of these two circumferential sections to roll different profiles successively into 
the metal strip. It is the object of the two or more than two circumferential segments to 
roll a certain single profile into a metal strip by successive rolling operations in which the 
different circumferential segments engage successively the same section of the metal 
strip (see the explanation of claim 44 on page 1 1 , lines 7 to 20). 
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If the provided roller has, for example, two separated circumferential segments 
which follow each other in the circumferential direction of the roller and which differ in 
their contour, then the metal strip is at first rolled in a certain section thereof by bringing 
the first circumferential segment of the roller into engagement with the selected section 
of the strip. Thereafter, the same selected section of the metal strip is rolled by bringing 
the second circumferential segment of the roller into engagement with the selected 
section of the strip. To facilitate this, it is necessary that the metal strip is recalled 
between the two successive rolling steps, the recalled length of the metal strip being 
shorter than the circumferential length of the rollers On accordance with claim 1), 
because claim 44 requires that the two successive circumferential sections of the roller, 
which effect the profiling of the metal strip, are arranged successively on the sheath of 
the roller, which is only possible if the length of the circumferential sections is shorter 
than the circumferential length of the rollers. 

Correspondingly, claim 44 Includes the same technical feature as claim 1 so that 
there is unity between the invention of claims 1 and 44. 

Additionally, it may be considered that also the recalling of the metal strip is an 
essential feature of claim 1 and that claim 44 provides a drive moor for effecting this 
recalling in steps of predetermined length, which, as explained above, necessarily is 
shorter than the circumferential length of the rollers. Thus, claim 44 is ultimately 
dependent on claim 1 and is narrower therefrom. 

Accordingly, the applicant posits that Group I and Group II relate to the same 
single invention and should be examined together. 

As regards claim 64, the primary claim of Group III, there is not claimed a rolling 
device as such, but what is claimed is a rolling device as an essential means to carry out 
a method according to claim 12 which belongs to Group I. Thus, again claim 6 is 
dependent on claim 1 and is narrower thereof. In order to enable recalling of the metal 
strip as defined in claim t, claim 64 teaches providing a recalling device arranged on the 
run-in end of the roll gap and providing the recalling device with a drive motor, particu- 
larly a servomotor, which is able to recall the metal strip by steps of predeterminable 
length. From that it is believed that the claims of Group III relate to the same invention 
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as the claims of Group I, and all should be examined together. 

Finally, we wish to inform you that also the German Patent Office has granted a 
patent on the application No. 199 38 966.7, the priority of which has been claimed in the 
present case, the German patent including the same three groups of daims as the 
present case. 

If the Examiner is unconvinced concerning the inappropriateness of the restriction 
requirement in view of the above comments, a provisional election of the claims of 
Group I is made herein. 



Respectfully submitted, 
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fcehrt, nach dem Ve/fahren gemsa Atepruch ta 
wozu etna car beiden Wefeen (11, 12) irn Wafcfle- 
ruct CZ) wShrend der Water,, k»ntro«ion auf und 
ab vcHagsrfcar ret. und zwar urn einen durch da« 
gevWinsehte ProfTI bwdmmien Weg | n Abhanglgkeft 5 
vom Vorachuh ctes MetaUhandte 0 a), 
und wo*y «r dte auf de/ EinlaufceJta das waizspaf- . 
tes (13) VDrgesehene ROdch^ofTtefitung (5 52) 
ajh AfiotobsnMlDr (7, 54) vuryess^n ^ weicher 
ein 2 wOdkhoJen das MetaJfoandea <1 6) In Schritten to 
von vorgebbarer LS/ige ermogljcht, ir«beaondere 
em Servomotor. 

63. DieVenwendungeinorVorTtehtungrnitetnomWalz- 

WaJ2spalt(ia)bc g rerwen, 

und mit etner euf der Hroaulsefte das vVatespaites 

(19) angeofdneten ROckhoAramchtung (5, 52) fOr 

ein zu walzsnds MstaJiband <iej, 
zum H«rateUen eines bflndformigen Vo/materiais 
aua Meafl mit hohor ot^fenengfce nacn ddm 
varfa/iren gemaB Anepruoh 1 . 
wozu fur cos auT <fcr Einlaufseng des Waizs^es 
(13) ^rgesehona HCckho(vorrfchi«ng (6. 52) em 
AntrJe&smotor (7. 54) vorseeehon 1st, washer gm 2* 
TurikskholandteMfitaflbandea (18) in Schnttenver, 
vorgfttoaror Unge ermSglicht, insbasondere ein 
Sa^nwtor. 



71 , in waterier ein eiektrani«cha$ SteuergerSt (431 
vonjesehen |«, in wefchem die ein ve*ges*h©- 
oes Prof il erf crdsrUche Verlagerung der einen Wal- 
ze (12) ais Kurva verzua*weteo digital seaoarchert 
rei und de£ mit dtesem Sieuerge/at (43) <&» Servo, 
motor&n (7. fi; 54. 55) dor RuoKnclvonichtang (5, 
52} und der 2tehvorrichturTg (8. 53) : ein oder zwaj 
Sorvornoieran <4i, 42) fur das Drehen dor boidcn 
WaUen (11. 12) und gin ode> mehrore mit ainern 
toKrementalen Drehgeoer (44) galroppelk, Verstei- 
lantrtobB (32. 3g f 34 } «* dj e venagertwe Waize 
(12) vemundan si'nd. 

73. Ola Verwiduna eW Vamehtung nach einem oar 
AnsprOche 59 bis 72. in weicherzum Waken in be*- 
dan Riehtungen die DrerTrtohtang der balden Waj. 
zan (11 . 1 2) urokchrbax fac 

74. Oie Verorgndung e/ner VoirfchCung naon ©inem dor 
Anaprucha 50 Dfe 57. in welcher die vwriager©afa 
w^be(72)einenaatwparalteian EJnschnftr(45) hat 

aalm« 



1. 



C6. Die VferwBndung ainer Vomcht«ng nach Anapnjch ^ 
€4 Oder as, m vreicher auf der Auslaufastta des 
Wajzspoltes (1^ eine ZTehvomchtung (S. S3) fQ r 
da* banded rrnige VonmaterlaJ angaaninet it. 

67. Die Vemvandung ainer Vorrichtung nach Anapoich a* 

64, 65 od«r 34 h weichardle flOCkhohAorrtehtung 
dna oista Haspd (5) fat, v 

$0, Oie V«rwendung ©Jnor VomchTu/tg nacft Anspmcfi 

65 odor 66, in wfeteh^ df« P^oKhoivorrichtung ^ 
ein* ©rata Zangenvwsctobvorrftfrtang (62) ist 

63. Die Varwandung ainar VarYtcHung nach Aneprutfi 

65, in watcher die aohvorrichiimg eine zwatte Has- 
P8J (8) zum Aufwickom daa banctfemiigen Vormate. 4a 
rt&Ls 1st. 

70. Dia Verwendung ainer Vornchxiing nacn Arspruch 
as. *n wateher die Ziehvorrtormjng eina sweft* zan- 
gonv«KT=crrnjtovorricriturTg f53) 

71 . D/a Vorwoodung eJner YOrrtcrtlung nach arnem dar 
Anspr&sh© 60 bis 70. in **ich* f auch f Qr die aul dar 
AuaaufaeAe aes Wai2spatta fl (13) vorgasehena 
Zehvorrteitung (S, $3) ein Servomotor (8, SS) vor- 
QBsananist 

72. Die V&rwenduno afnar Vorrtchiung nach Anspruch 



Matnod For produdno a strip-lite ore-material from 
metal by mean* of rollers ( 1 1 , 12) of 3 ro U «aiW (2) 
which denna a ro« gap (13). by rotting the metal strip 
■n two or more than two falling steps, 
characterised In that The metai sir^» (1 a) j S rolied 
<JJ=gontinuouary in auccesaivs step* behveeti the 
same iwo rotters (11, 12), for which purpose the 
metaf strip (16) is recalled, after such a section of 
tha metal aoip (1 s> has been rolleri and the retailed 
aectlon is rafted once again, the ra^ed section of 
ttemeta) strip (1 a) being selected to be sborterthan 
thacirttimferencaoftharollera (11, 12). 

The msarod 3s defined in Claim 1. characterised 
m that the metaJ strip (1 6) to relied also during the 
recailing step- 

The tnathod as deHnad in Claim 1 or 2, character- 
»«ed in that the length of the reeaaed secdons of 
the rnotai atrip (18) is selectad to be maximally 
equal to haif tho Circumt&nanca of the rojfers (11. 
12). 11 

4* The method aa defined in Claim 1. a or 3 r charac- 
terised irt that me two roilera (11,12) are aajectad 
to have a eyrbidrteal aha* a. 

5. The mothod aa defined in any of the precedrtg 
claims, eharacterlsacf in mat the last rolling step 
in each of the recalled pactions of the metal Slrio 
(18) is carried out bettveen circumferential seg- 
ments of ihe wo rollers (11 ? 12) mar have not yet 
aeted on th© rasp active section of Ihe metsd atrip 
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(1 8) in the one or more preceding roiling steps. 

6. The method as defined in CleJm 5, characterised 
in that step-by-step repeated roiling of the respeo 
ttve section of the meiaJ strip (16) is carried out in $ 
such a way that of the circumferential segments of 

• the two rolfers (11, 12} thai act on the respective* , 
section of the metal strip (16), the cfrcumfererrlfaJ 
segment of the two raJlera (11, 12) that acts on tha 
. respective section of the metal strip (1 6) in th e first *o 
step has carried out the greatest number of rolling 
steps, and the crrcumfer entieJ segment of the rollers 
(11, 12) That acts on the respective section of the 
metal strip (16) in me las* rolling step has carried 
out The smallest numoer of rolling stops. 15 

7. The mexhod as defined in Claim 6, characterised 
in that the smallest number Is selected to be zero. 

a. The method as defined in Claim 5. 6 or 7, charae- so 
tensed in that the sheli surface of the two rollers 
{11, 12) is reworked to restore the original surface 
quality when a predetermined number of rolling 
. steps has been reached by those circumferential 
segments with which the smallest number of rolling ss 
steps has been carried out. 

9. The method a& defined In Claim 6, characterised 
In that the predetermined numbar of rolling steps 
Is adjusted to the deaired surface quality of ihe strip- so 
IfKe pre-materfal. 

10, The meihod as defined In any of the preceding 
claims, characterised in that by roiling the meter- 
strip (16) it is simultaneously equalised. 35 
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The method aa defined in any of the preceding 
claims, characterised In that proofs for coins and 
medals ere produced from the p re-material, 



12. The method as defined In any of the preceding 
claims, characterised In that the profile Is rolled 
inio the metal atrip (16) by sections, the profile ex- 
tending over the full width of the metal atrip (1 e) and 
having a metal-strip thickness (1 6) varying over the 
lengtti of iho mfttal strip (16). 

13. The method as defined in Claim 12, characterised 
in that a periodically recurring profile is rolled into 
the metal strip (16), 

14. The method as defined in any of tha preceding 
claims, characterised in that the rollers (11, 12) 
and the metal strip (16) are accelerated and braked 
in the respecifve rolling sieps in synchronism and 
to the same degree. 

is. The method as defined in any of Claims 1 to 3. 10 



40 



and 12 to 14. characterised in that for producing 
a sirr>iike pra-maieriaJ wltfr a profile recurring in 
successive sections of the pre-rrraiariaJ, a roll stand 
(2) is used which permfts the height of the roil gap 
(13) to be varied, and that the secrions of the metal 
strip (1 6) to be profiled are passed through the roll 
gap (13) In reedm'ngsteps of p/adete/m/ned lengths 
(21> until the depth of the desired profile of me pre- 
marerlaj has been reached in the respective section 
of the metal strip (16). 

16. The method as defined in Claims 12to 15, charac- 
terised in that a profile is rolled iwo the recalled 
section of the meta) strip (16) in two or more than 
two rolling steps. 

1 7. The method as defined in Claims 12 to 1 6, charac- 
terised In that the profile is rolled into the metal 
strip (16) from above. 

18. The method as defined in Claims 12 to 16. charac- 
terised in that the profile Is rolled into the metal 
strip (t6) from below. 

19. The method as defined in Claims 12 to 16, charao- 
terised in that a profile to rolled Into the metal strip 
(1 6) from above and from below. 

20. The mexhod as defined In Claims 12io 19, charac- 
terised in that the metal strip (1$) Is merery re- 
duced in thickness, but not yet profiled, in a first roll- 
ing step. 

21 . The method as defined in Claim 20, characterised 
In that the metal strip (16) is equafced In the first 
rolling step. 

22- The mothod as defined In Claim 20 or 21 , charac- 
terised In thatthe reducing step is fnfiowed by one 
or more profiling steps between the same two roll- 
ers (11 , 12). 



46 
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23. The method as defined in Claim 20. 21 or 22, char- 
acterised in that tha length (U) of the reducing 
step Is greater than the length (L1) of the next fol- 
lowing prontng step. 

24. The meihod.as defined In any of Claims 20 to 23, 
characterised i n that the metai strip (16) Is re- 
called, following ihe reducing step, by a length 
smaller than the length (L2) of the reducing step and 
greater than the length (L1) of tha next following 
profiling step in tne same section of the matal Strip 
(16). 

25. The method as defined in any of Ctims 12 to 24, 
characterised by the use of a roll stand (2) in which 
at (east one of me two rollers (12) comprises in its 
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shell surface a profited segment {35, 40) with a con- 
tour which, in combination wnh trie conroyr of the • 
other roller ( 11 ), defines the roil gap (13). 

26. The method aa defined in Claim 25, characterised s 
in that prior to rolling a profile, the metal strip (1 6) 
ia first equalised in the n>j| gap flaj between the 
sama rollers (11 , 12) In steps of a length (L5) not 

smallerthanthei9rig^(Ll)oltheflretprofiBngstep t 
with moderate reduction In thfcichess, is Then re- to 
called by a step equal to at least the length (LI) oP 
the first profiting step and maximally equal to the 
second length (L2), whereafter the prof He Is rotted 
Into the recafled section of the metal strip (16), and 
chat the roKers.( 1 2) for equalising the metal strip (1 6) fs 
comprise on their shell surface a cylindrical clreum- 
f ©remiaJ segment (36) which Is separated, If neces* 
&aiy. from zhe profited cirouniterenifal segments 
(35. 40) rhax exhibit a non-cylindrical contour. 

20 

27. The method as defined fn any of Claims 12 to 26, 
characterised j„ me n3 Q ef ^ Qf ^ rd j 

stand (2) Is displaced during the rolling process of 
the metal strip (1 6) for varying me height of the rod 
gepda). ~ os 

28. The method aa defined In Ctalm 27. characterised 
in that the upper or The lower roBer (1 1 . 12) are se- 
lectively displaced during the roJfng process. 



29. The method as defined In Claim 27, characterised 
In that the respective roller (11 , 13) is displaced by 
means of a servo drive (32, 34, 44), f 

30. The method aa defined in Cfafm 28, characterised 
Jn that one ortv/e electric motors (34) or one or two 
short hydraulic cylinders are used for the servo 
drfve. 

31. The method as defined Jn any of Claims 27 to so 
characterised In that the displacement of the roller 
(12) js effeetod by means of a prog/amme-conir©+ 
led drive (38. 33. 34, 44), the profile to be produced 
in the respective romng step being stored in a pro- 
grammer nrroiiable coniroJ unit (43) as eommf 
curvs for the drive (32, 33, 34. 44) which effects the 
displacement of the roller (12). 

32. The method as defined in any of Claims 27 to 31 
characterised In that one of me rollers; epechlcaily 

, tha upper roller (12), ha* a notch (46) parallel io te 
axis* 

33. The method as defined in any of the preceding 
Ctom». characterised m that the two rollers (11 i 

* ffl d,1Van Slep M ln synchronism with 
rna feeding motion of the metaf strip (is). 



34. The method as defined in any of the preceding 
claims, characterised in that the two rovers (11, 
1 2) are differently rotated during the recalling action 
of the metal strip (16). 

35- Th® method as defmad In any of Claims 13 to 32, 
. characterised » rt that a relieved pordon (37, 38, 3©) 
is provided in ihe shed surface of the rollers (17 J 2), 
between the circumferential segments (35, 36, 40) 
effective during the rolling process, which relieved 
portion extends over a circumferential angle such 
that the next following circumferential segment (35, 
36, 40) to become active during the rolling process 
will cut into the metal sm£ (ie) only after the pre- 
ceding circumferential segment of the metal strfp 
(1 6), active during the railing process, has released 
ihe metal strip (16), 

3G. The method as defined in any of the preceding 
claims in combinadon with Claim 11 or 25 ? charac- 
terised in that the thickness of the metal strip (1 e) 
Is reduced during the equalising step by a dimen- 
sion in The order of one tenth of the thWtness. 

37. The method as defined in any of the preceding 
claims, chareeierfced In that the metal strfp (1a) 
to be rolled is unwound fmma first cbilef(S) and The 
rolted metal strip (t 6) (a wound up on a second coll- 
ar (6), and mar the rotational speed of the rollers 
(1 1 , 1 2) and the drcumj ererroal speed ofthe second 
coiler (18) are mutually matched, especially in the 
phase when the rollers (12. 13) cut Into the metal 
stnp (18), 



& 3fi, The method as defined in any of the preceding 
olaima, characterised in that curdng-in by a roller 
(12) is effected at reduced rotational speed of the 
roller (12) and, correspondingly, reduced feeding 
spaed of the metal strip (18) and thai the meve- 

40 mems are men accelerated. 

33. The method as defined in Claims 1 to 38. charac- 
terised in that the metal strip (1 6) is recalled using 
a first pair of grippers (52). 

do. The method e* defined fn Claim 39, characterised 
m that the metal strip (16) is advanced by ihe first 
pair of grippers (52) also ror roiling. 

* 41 . The method as defined in Claim 39 or 40, charac- 
terised in that the metal sirlp (1 S) is pulled, during 
rolling, by a second pair of grippers (53) engaging 
that section of the metal strip (1S) that exits from tne 
roll gap (13). 

42. The method as defined in any of the preceding 
claims, characterised in thai a tenstfa stress is 
constantly maintained In themetal strip (16). during 
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rolling just as during the recalling action. 

43. The method as def/ned in any of the preceding 
claims, ^huractcriee^ in that the widrh of the metal 
stnp (16) is seJecred .*n such a way that rwo or more 
than two of me objects, That are intended to be 
punched out from the pre-materiai formed by rolling 

• can be punched out one beside rhe other. 

44, The use of a device having a roll stand (2) with rwo 
rollers (11 . \2) thai define a roll gap (13) ihe hei&ht 
of which- can be varied, 

end wfch a reeling device (5, 52) for a metal strip 
(16) to be rolled, arranged on the run-in end of the 
rem gap (13), 

for producing a strip-like pre-materiaf from mataJ, 
wfch a profile which recurs in successive sections of 
the pre-rnateriaJ, according to the method defined 
In Claim 12, 

for whfch pumoae the first (11) endTar The second 
«>»er (12) are provided on iheir shell surface wJth 
. . two or more than twpciitnjrnferentfalsegmentB (36, 
36. 40), following each other In the drcumferenbai 
direction, which are not ail af them equal in contour; 

• and for which purpose a drive rnomr (7, 54) is pro- 
vided for rhe recalling device (5, 52) arranged on 
the run-In end of the roll gap (13), for recalling the 
metal *m> (16) by steps of predetsrminabJe length. 

43. The use of a device as defined in Claim 44, wherein 
the recalling device is a first collar (5), 

46. The use of a device as defined in Claim 44, wherein 
the recalling device is a grippor teed mechanism 
(52). 
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bom rollers (11 . 12) have a eyUndrlcai circumferen- 
tial segment (36). 

53. The use of a device as defined In any of Claims 44 
to 32. wherein iha roll stand (2) is designed as 
equalising raffing mffl. 

54* The use of a device as defined in any of Claims 44 
to 53. wherein rhe drive motor <7 r 52) for the recall- 
ing device (5 f 52) provided on the run-in end of the 
toU gap (1 3) Is an electric servomotor. 

55. The use of a device as defined in any of Claims 44 
to 54, wherein the puMng device (6. 53) provided on 
the run-out end of the roll gap (13) is driven oy an 
ofectrJc servomotor (8, 55), 
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47. The use of a device as defined In any of Claims Aa 
to 46, wherein a pulling device (&, 53) for the sirlp- 
llke prwnateriaf Is provided on the run-out end of 
theroHgap (13). 

4B. The use of a device as defined in Claim 47, wherein 
the pulling device is aascond cciler (6) for windinq 
up the sirfp-iike pre-maierial. 

49. The use of a device as defined in Claim 47. wherein 
the puiiing device Is a Sacond gripper feed mecha^ 
nism (53). % 

50. The use of a devtee as dafined in any of Claims 44 
to 49, wherein the two roflors (11 1 1 2) can be driven 
one independently from the other. 

51- The use of a deviee as defined in any of Claims 44 
to 50, wherein at least one roller (11 , 12) has a cy- 
lindrical circumferential segment (35). 

32. The use of a device as defined in ciarm 5i , wnerein 



55. The use of a device as defined In any of aaims 44 
to 55, wherein the two rollers (T1 and 12) are each 
loaded on their side facing away from the roB gap 
(13) by one supporting roller (14, 15) whose roll 
hecks (25) are pm-stressed In their roil necX bear* 
Ings (28) for reducing their bearing play. 

57- The use of a device as defined In any of Claims 44 
to 55, wherein the first roller (11) and the second 
roller (12) are not loaded by supporting rollers, but 
rather The roll necks (21, 22) of the first roller (11) 
and of the second roller (12) are pre-stressed in 
me* roller neck bearings (22) for reducing their 
bearing play. 

58. The use of a device as defined In any of Claims 44 
to 47, wherein the .far and rhe second rollers (11 , 
12) are disnontlnuousV driven in a manner such 
that they are driven, during the strip feed, in syn- 
chronism wirh the pulling device (e, 53) provided on 
the run-out end of the roil gap (13), whereas they 
are temporarily stopped and/or pas/toned individu- 
ally or Jointly by forward or reverse rotation when 
ihe mailing device (5, 52) provided on the /un-in 
end of the roil gap (1 3) is driven In the reverse sense 
for recalling the metal snip (IB). 

43 Sd - the use of a device as defined In any of Claims 44 
to 58, wharein the circumferential speed Of the two 
rollers (11, 12) and the speed of the pulling device 
(S 2 S3), preferably also the speed of the reealfeig 

w dBVice < 5 « 52) can be controlled in arbirery fashion. 

60. The use of a device as, defined in any of Claims 44 
to 59, wherein one of the two rollers (12, f 3), pref- 
erably the upper roller (1 2) ; can be moved up and 
down in controlled fashion during tha rolling proc- 
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61 . The use of a device as defined In Claim 60. wherein 
the one or the other roller (1 1 . 1 2) can be selectively 
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M - of ' a ^ 68 ta'dafcn 60 or si 

whare.n one or more servo drives (32 33 ^ S 

respecnv^nanerfli. 12). . Qnne 
t/iesorvo drives fa? aa a* ^ JT^ herein 

of whteh can be varied » t«> *• heist* 

iTotSif •f ,P "" ke from metai 

wto a profile whrch recur* in successive sections of 

/orwhich purpose one of thetwo rollers (11 , , 8 ) CSw 
^ / 7' fi f ) ansnged on tf,e rurwn end of the ran 

stxg*. Lsxi sib 

termlnabre length P ( ^ by weps * 



69. 



70, 
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device (52). 

up the sfrqp-rUce pre-material. H 
TOe use of a device as defined in Claim fie. wherein 

fe/^L^! rV ° molor( ^ 55) is provided abp 

EXE*"? d ° ViC9 f8 ' the run-in 

end of the roll gap (13). 

^ an , e ^ ad ^ flSdBtoec,fna ^ ;ri .*nere& l 
curve and wherein ihe servomotor (7, b- *4 ssi of 

drives rap ™ d 0n * "mere actuating 
ai-e connacrad id said control unit (43). ; * 

^ StlltX" ^ h Claims 
/t/ ^ aeraeo,TOtati< » n «>'ttetwofl5Uenj 
Z' £ 12) 56 «*• in both 35 

wo/, wnerewi iha dispiaeeeofe roltor mi ta . . 
notch (4S) pamiiet to fe a^ f " } ha3 a 



gap (13) ° n 0,8 run ^« «t the raB 



d'une telteportlon de n.bJT^^^ 
t>on retiree du niban m 9 tamaTeSr ! £2 * 
mine at la portion retire* tonS^ZT**' 



6fi 



tha rec9 " ln9 devic e is a gripper feed 



ProcedS eeion )a revendicaiion 1 oara,^^ 
«e que (e rupan m^ukif.a CaroctB ^ en 
lore du retrain (76 > 681 lamine 
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